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* NOTICES * 

JPO and INPIT are not responsible for any 
dam ages cau9©d by the use of this translation. 

I .This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2.* * * * shows the word which can not be translated. 
3, In the drawings, any words are not translated. 



CLAIMS 



[Utility model registration claim] 

[Claim !]****+* processing equipment of the spectacle lens which uses as a cut cutting edge the chip 
of the shape of a layer which carried out sinter bonding of the cemented carbide to the fine crystal grain 
diamond under extra-high voltage in the ****** processing equipment of the spectacle lens which 
performs ****** finishing of the spectacle lens with which the lens side was ground, and is 
characterized by using the end mill with which the arris slot was formed in said cut cutting edge as a 
****** processing tool. 
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DETAILED DESCRIPTION 



[Detailed explanation of a design] 
[0001] 

[Industrial Application] 

This design is related with the ****** processing equipment of the spectacle lens performed especially 
to arris processing about the ****** processing equipment of the spectacle lens which performs ****** 
finishing of the spectacle lens with which the lens side was ground. 
[0002] 

[Description of the Prior Art] 

Conventionally, the ****** processing equipment of a spectacle lens was what performs polish and arris 
processing by fixing the spectacle lens with which the lens side was ground with a clamp shaft, and 
making the grinding stone turning around the KOBA side of a lens contact. 
[0003] 

The grinding stone to which the grinding stone used for this polish and arris processing made the 
sintered diamond or the electrodeposted diamond adhere to the side face of a cylinder object, and the 
sintered diamond was made to adhere generally is used for the grinding of a glass lens, and, on the other 
hand, the grinding stone to which the electrodeposted diamond was made to adhere is used for the 
grinding of a plastic lens. 
[0004] 

[Problem(s) to be Solved by the Device] 

However, with the equipment which used the grinding stone like before, the grinding stone of different 
construction material which changed grain size and roughness, and grain size needed to be used by 
rough grinding and finish grinding. For this reason, while the lens location had to be changed whenever 
it changed the process, grinding stones had to be exchanged and equipment was enlarged, there was a 
trouble of taking time and effort and time amount. Although there was equipment into which it enabled 
it to process two lenses simultaneously in order to save such time and effort, the device became 
complicated and there was a fault, like the whole equipment becomes large-sized. 
[0005] 

Moreover, the diameter of a grinding stone is usually large compared with the dimension of those with 
100- 120mm, and a spectacle lens. For this reason, since the touch area with a lens increased at the time 
of grinding, it was hard to perform arris processing of the tight curve side of an include angle etc. 
Therefore, while the engineer had to perform final finishing of a fine part manually and requiring the 
level of skill conventionally, it had taken time and effort and time amount. 
[0006] 

This design is made in view of such a point, and the whole equipment can be miniaturized, and it aims at 
offering the ****** processing equipment of the spectacle lens of high degree of accuracy at the same 
time it does a ****** processing finishing activity easy. 
[0007] 

[Means for Solving the Problem] 
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In order to solve the above-mentioned technical problem about this design, the ****** processing 
equipment of the spectacle lens which uses as a cut cutting edge the chip of the shape of a layer which 
carried out sinter bonding of the cemented carbide to the fine crystal grain diamond under extra-high 
voltage, and is characterize by to use the end mill with which the arris slot was formed in said cut 
cutting edge asa****** processing tool is offer in the ****** processing equipment of the spectacle 
lens which performs ****** finishing of the spectacle lens with which the lens side was ground. 
[0008] 
[Function] 

Rough grinding and arris processing can be simultaneously performed by using as a cut cutting edge the 

chip of the shape of a layer which carried out sinter bonding of the cemented carbide to the fine crystal 

grain diamond under extra-high voltage as a tool for ****** processing, and using the end mill with 

which the arris slot was formed in the cut cutting edge. Moreover, since the path of a tool can be made 

small, detailed processing like arris processing in respect of a sharp curve is attained. 

[0009] 

[Example]* 

Hereafter, one example of this design is explained based on a drawing. 

Drawi ng 2 is drawing showing the configuration of the body of the ****** processing equipment of the 
spectacle iens of this example. The lens 1 is being fixed with the clamp shafts 2 and 3. However, as for 
the clamp shaft 2, the point 2a is connected with side front side la of a lens 1 through the lens 
attachment component 4 and the seal 5. On the other hand, as for the clamp shaft 3, the point 3a is 
directly connected with background side lb of a lens 1 . The roll control of these clamp shafts 2 and 3 is 
carried out taking a synchronization at the same rate in the direction of arrow-head X with the driving 
gear which is not illustrated, respectively. 
[0010] 

Two or more gear teeth are formed in the field by the side of the lens I of the lens attachment 
component 4, and axial gap of a lens 1 is prevented by gearing with a seal 5. A seal 5 consists of spring 
materials, such as rubber, and textile materials contain it in this spring material, Thereby, the endurance 
over torsion, hauling, etc. is strengthened. The seal 5 is stuck on side front side la of a lens 1. 
[0011] 

Thus, ****** processing of the clamp shaft 2 and the lens 1 (the outer diameter of 75mm, frequency 
0.00 diopter, principal component diethylene-glycol bisallyl carbonate) fixed by 3 grades is carried out 
by the end mill 6. The end mill 6 has the cut cutting edges 61 and 62 of two sheets in the point 60, and 
the arris slots 61a and 62a are formed in each cut cutting edges 61 and 62, respectively. The high-speed 
roll control of the end mill 6 is carried out in the direction of arrow-head Y by the driving gear which is 
not illustrated. 
[0012] 

Drawing 1 is drawing showing the concrete configuration of an end mill 6, and the end view which 
looked at (a) from the point, and (b) are side elevations. As for the end mill 6, the cut cutting edges 61 
and 62 of two sheets which are mostly formed in the shape of a cylinder, and meet the peripheral surface 
section of the point 60 at shaft orientations whose whole is the diameter of about 30mm are attached. 
Two notching 63 and 64 is formed in the point 60 of an end mill 6, and the cut cutting edges 61 and 62. 
are soldered at the edge of each notching 63 and 64, respectively. Moreover, the arris slots 61a and 62a 
are formed in the cut cutting edges 61 and 62, respectively. The slot 65 over between arris slot 61a and 
62a is formed in the peripheral surface section of a point 60. 
[0013] 

The cut cutting edges 61 and 62 are the chips of the shape of a layer which carried out sinter bonding of 
the cemented carbide to the fine crystal grain diamond under extra-high voltage, and, specifically, sinter 
an artificial diamond on the base of the tungsten carbide. Moreover, Knoop hardness is 2 6500- 
8000kg/mm. It becomes, it is hard, and further, since it is particle-like structure, sharpness is [ that 
surface grace cannot change easily ] excellent. Moreover, since the antifriction multiplier is as high as 
about 250, a tool life is long and a running cost is low. 
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[0014] 

When the diameter of a tool is 30mm, as for the end mill 6 which has such cut cutting edges 61 and 62, 
it is most desirable to carry out a roll control by peripheral surface rate about 750 to 950 m/min (8000 - 
lOOOOrpm). Therefore, as processing equipment, dry-type processing equipment controllable by the 
bottom of such a cutting condition is used preferably. For this reason, in case grinding of the lens 1 is 
carried out with this end mill 6, it is not necessary to use abrasives. 
[0015] 

Actuation of the body of return and the glasses rim **** processing equipment of this example is 
explained to drawing 2 . In order to perform ****** processing of a lens 1, a seal 5 is first stuck on the 
predetermined part of side front side la of a lens 1. The lens attachment component 4 fixed to point 2a 
of the clamp shaft 2 is forced on this seal 5. On the other hand, point 3a of the clamp shaft 3 is forced on 
background side lb of a lens 1 . Thereby, a lens 1 is fixed, 
[0016] 

When a lens 1 is fixable, the point 60 of an end mill 6 is contacted to KOBA side 1c of a lens 1, and the 
high-speed revolution of the end mill 6 is made to carry out in the direction of arrow-head Y. At this 
time, the location of the longitudinal direction of an end mill 6 is adjusted so that the arris slots 61a and 
62a of the cut cutting edges 61 and 62 may be in agreement with the arris predetermined position of a 
lens 1 . In this way, while an end mill 6 carries out a high-speed revolution, the roll control of the lens 1 
is carried out at a low speed. Thereby, the arris is gradually formed in the arris predetermined position of 
KOBA side lc. 
[0017] 

Drawing 3 is drawing showing the condition in the middle of arris processing. By a diagram, the 
condition that KOBA side lc of a lens 1 is cut with the cut cutting edge 61 is shown. Since notching 63 
is formed in the hand-of-cut front side of the cut cutting edge 61, the cut cutting edge 61 can contact 
KOBA side lc smoothly. Moreover, the same thing can be said also about the cut cutting edge 62. 
Furthermore, since the slot 65 is formed between the cut cutting edge 61 and 62 as drawing 1 showed, 
the arris formed with each cut cutting edges 61 and 62 does not hit the peripheral surface of an end mill 
6. 

[0018] 

Moreover, since the path is small compared with the dimension of a lens 1, even if an end mill 6 is a 
steep curved surface like Id of curve sides, it can be followed easily. Thus, generally especially the arris 
curve to form has the desirable thing of three to 7 curve, and 40-85mm of diameters of a lens. 
[0019] 

Thus, in this example, since the end mill 6 which has the arris slots 61a and 62a was used as a cutting 
tool of ****** processing finishing, rough grinding and arris processing can be performed 
simultaneously. Therefore, since exchange of a tool is omissible, an activity becomes easy and working 
hours are shortened. Moreover, the structure of the whole equipment becomes easy and a miniaturization 
can be attained. 
[0020] 

Moreover, since a cutting tool like the end mill 6 of this example can make the path of a tool sufficiently 
smaller (20-40mm is desirable) than a grinding tool like a grinding stone, detailed processing of it is 
attained and it can also form the arris in a sharp curve side with an easily and sufficient precision. 
[0021] 

Furthermore, since the chip of the shape of a layer which carried out sinter bonding of the cemented 
carbide to the fine crystal grain diamond under extra-high voltage was used for the cut cutting edges 61 
and 62 of an end mill 6, high speed cutting is made and it is effective in a machined surface being good, 
high temperature strength being high and a built up edge not arising. Moreover, since abrasives are not 
needed by using such cut cutting edges 61 and 62 at the time of grinding, it is necessary to perform 
neither arrangement of the pump for water supply, nor waste water treatment. In addition, it is 
unnecessary also in the activity of washing after lens grinding etc. 
[0022] 
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in addition - although this example showed the example of processing of the lens which uses 
diethylene-glycol bisallyl carbonate as a principal component as a plastic lens - these people - in 
addition, the lens of the presentation system which added benzyl methacrylate, methyl methacrylate, and 
diallyl phthalate, and the lens of a polyurethane system were prepared, and ****** processing was 
performed after performing surface treatment of an organic silicon system rebound ace court and an 
inorganic acid-resisting coat on these three types of lens, respectively, Consequently, the good arris 
curve was able to be formed in all lenses. 
[0023] 

[Effect of the Device] 

As explained above, about this design, the chip of the shape of a layer which carried out sinter bonding 
of the cemented carbide to the fine crystal grain diamond under extra-high voltage is used as a cut 
cutting edge as a tool for ****** processing, and since the end mill with which the arris slot was formed 
in the cut cutting edge was used, rough grinding and arris processing can be performed simultaneously. 
For this reason, since exchange of a tool is omissible, an activity becomes easy and working hours are 
shortened. Moreover, since what is necessary is just to also make the function of equipment correspond 
only to an end mill, the structure of the whole equipment becomes easy and a miniaturization can be 
attained. 
[0024] 

Furthermore, since the path of a tool can be made small, detailed processing is attained and the arris, in a 
sharp curve side can also be formed with an easily and sufficient precision. 

Moreover, also to the surface membrane layer of surface treatment lenses, such as a rebound ace court 
and an antireflection film, a crack etc. is uninfluential and it can cut. 



[Translation done.] 
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DESCRIPTION OF DRAWINGS 



[Brief Description of the Drawings] 

rDrawing 1] It is drawing showing the concrete configuration of an end mill, and the end view which 
looked at (a) from the point, and (b) are side elevations. 

(prawing_21 It is drawing showing the configuration of the body of the ****** processing equipment of 
the spectacle lens of this example, 

[Drawing 3] It is drawing showing the condition in the middle of arris processing. 
[Description of Notations] 

1 Lens \, 
lcKOBAside 

2 Three Clamp shaft 

4 Lens Attachment Component 

5 Seal 

6 End Mill 

60 Point 

61 62 Cut cutting edge 
61a, 62a Arris slot 



[Translation done.] 
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